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X. PROJECT ART - PILOT PLANT SUPPORT 

A. Objective: To provide processes for converting and casing stem 
materials for the Bermuda Hundred Pilot Plant. 

B. Results : Batches of Louisville CRS (cut at 150 cpi) were cased 
with monopotassium citrate and shipped to the Bermuda Hundred 
Pilot Plant on a daily basis. 

C. Plans : Continue to produce stem products as required by 
Project ART. 


XX. PROJECT ART - CQWERCIAL PROCESS DEVELOPMENT 

A. Objective : To conduct trials providing information for 
development of the ART commercial process. 

B. Results : Process specifications for the expansion of ART filler 
and for the processing of ART stems were outlined for inclusion 
into the RSD specification package. The expansion parameters that 
were run in the D Pilot Plant trials were: tower temperature of 
500F, tobacco throughput of 187.5 lb/hr, and tower velocity of 85 
ft/sec. Due to the increased scale of the MC processing 
equipment, parameters will have to be modified to produce an 
equivalent subjective product in the MC DIET system. Where 
possible, the stem processing specifications were designated as 
those normally run by the Louisville Stem Processing Facility. 
Also, the monopotassium citrate casing parameters were specified. 

Cigarette inspection for critical spots continued on cigarette 
filler by Quality Audit and Quality Engineering. One model tested 
was a finished cigarette in which the unexpanded portion of the 
blend had been processed through the Hauni tunnel, but the 20% 
expanded material had not. QA testing showed 10 critical 
spots/2000 cig. This can be compared to past results showing 2-3 
critical spots/2000 cig for samples containing only filler that 
had been processed through the tunnel and to test results of 
cigarettes containing 100% expanded ART filler (non-tunnel 
processed) which yielded 56-76 critical spots/2000 cig. Testing 
was then conducted on a series of cigarettes containing feedstock 
filler for expansion from various processing points: exit 
extraction (air dried), exit the Hauni HT tunnel (air dried), and 
after expansion. QA inspection yielded critical spots/2000 cig 
values of 127, 43, and 1, respectively. Thus, to minimize 
spotting, ART filler for expansion must first be processed through 
the Hauni tunnel. Also, the Hauni tunnel must be coupled with the 
proper drying condition to significantly reduce spots, as 
evidenced by the tunnel treated, but air dried sample, which had a 
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relatively high spotting level. QE inspections (off-line device) 
showed the same trends. 

Expansion runs of ART filler were conducted for Product 
Development work and Ad Pack testing. Due to downtime at the 
Bermuda Hundred Pilot Plant, feedstock for the previously 
scheduled expansion trial at the MC could not be produced. Thus, 
the trial will be rescheduled when run time at the BHPP becomes 
available. 

Evaluation of the Infrared Engineering monitor for moisture, 
nicotine, and sugars was carried out in the laboratory by the 
Analytical Research Division. Analysis of data showed that the 
monitor agreed well with analytical OV and nicotine analyses. 
However, the sugar output did not correlate with analytical total 
reducing sugar data. The unit has been purchased, and will be 
further evaluated in the Pilot Plant. The development of an 
ammonia measurement is one potential application that will be 
addressed. 

C. Plans : Complete investigation of the MC DIET system to assure 
that ART filler can be expanded without contamination. 

Conduct laboratory studies to determine the optimum method of 
preparing the pre-ART filler casing solution of ammonium 
bicarbonate/PG/glycerin from a commercial processing standpoint. 

Investigate the use of the Hauni HT tunnel to reduced the spotting 
tendencies of existing brands. 


XIX. B SKP SR w v B WP MgyT 

A* Objective : Develop methods to produce binder systems for the foam 
bonded ends and low density rod programs. 

B. Results : In addition to preparing the standard sainples of 
NaCMC/licorice for foam bonded ends testing by Engineering, trials 
were conducted with the foamer to test binder samples of varying 
corn syrup/licorice formulations. None performed in a 
satisfactory manner. Currently, polydextrose/licorice binder 
samples appear promising in the laboratory, and will be tested on 
the foamer. 

C. Plans : Continue to provide support as required to the above 

programs. 


xv. t mc i-as ta s ag 

JL.. Objective : To develop a subjectively and physically acceptable 
reconstituted tobacco sheet using the TMCI process and PM-RCB 
technology for international application. 
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B. Results : Trials were run in Tarragona to evaluate ASTA product 
made from tobacco ground finer than the standard grind of 60 mesh. 
The three tobacco grinds evaluated (95% <120 mesh, <200 mesh, and 
<400 mesh) all produced sheet with a satisfactory appearance. 

Many equipment problems were encountered which prevented the sheet 
being made at design specifications. The sheet products using 120 
and 200 mesh dust were made from slurries with a solids content of 
17.2% (design 21%), Efforts to increase the tobacco flow to the 
slurry mixer were unsuccessful. All sheets were made at a lower 
line speed (30% reduction) than the design specification. This 
was necessary because of the need to reduce the steam flow to the 
dryer to minimize condensate leaks which impair sheet quality. 

The casting belt was warped over about 15% of its width and 
condensate collection under this section impaired uniform moisture 
control. A list of all mechanical problems which interfered with 
sheet processing was given to TSA and TMCI who agreed to rectify 
these problems expeditiously. 

C. Plans : Compare the survivability through cigarette making of 
these ASTA products made from tobacco dust <60 mesh, 95% <120 
mesh, 95% <200 mesh, and 95% <400 mesh with US RCB. 
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